
60 



WHAT IS CLAIMED IS: 



1. A method for producing a plurality of polymeric 
amed material structures having brace-receiving 
onf igurat ^ons comprising the steps of: 

(a) providing a block of polymeric foamed 

materic 

(b) cutting the polymeric foamed material of 
step (a) With a plurality of cutters until each cutter 
reaches a\respective preconf igurat ion cut point; 

c) cutting subsequently with each cutter from 
the respective preconf iguration cut point of each cutter 
a respectiveV brace-receiving configuration in the 
polymeric foamed material; and 

(d) \ cutting, after said cutting step (c) , the 
polymeric foamfed material of step (c) with said plurality 
of cutters to produoe a\plurality of polymeric foamed 
material structures/, eaah of said polymeric foamed 
material structures' having a Nbrace -receiving 
conf iguration . 



2. The meth©d\of claim 1 wherein said cutting in 
step (b) , said cutting iYi/bcpp (c) , and said cutting in step 
(d) is with a plurality of laser cutters. 




3 . The method of claim 1 wherein said cutting in 
step (b) , said cutting in sfeep (c) , and said cutting in step 
(d) is with a plurality of h&t wire cutters. 

4 . The method of claim 1 wherein said polymeric 
foamed material is generally stationary. 

5. The method of claim 2 wherein said polymeric 
foamed material is generally stationary. 

6. The method of claimyi wherein said polymeric 
foamed material is generally stationary. 



7. The method of claim 1 additionally comprising 
cutting with each cutter, prior to said cutting step (d) , a 
respective polymeric foamed material opening in the polymeric 
foamed material such that each polymeric foamed material 
structure \ias a polymeric foamed material opening to define a 
chase . 



8 .\ The method of claim 2 additionally comprising 
cutting with\each cutter, prior to said cutting step (d) , a 
respective poUymeric foamed material opening in the polymeric 
foamed material such that each polymeric foamed material 
structure has \a polymeric foamed material opening to define a 
chase . 



9. The method of claim 3 additionally comprising 
cutting with eadh cutter^rior to said cutting step (d) , a 
respective polymeric foameq material opening in the polymeric 



foamed material such 




polymeric foamed material 



structure has a pc^Lymeric foanjed material opening to define a 
chase . 

10. The meqhoq. od: claim 6 additionally comprising 

cutting with each cuAt^irT prior to said cutting step (d) , a 
respective polymeric foamed material opening in the polymeric 

foamed material such that each polymeric foamed material 

structure has a polymeric foamed material opening to define a 
chase . 



11. The methods of claim 10 wherein said polymeric 
foamed material comprises \expanded polystyrene (EPS) . 



12. The method o^f claim 1 wherein said brace- 
receiving configuration in each of said ' polymeric foamed 
material structures is a non\-linear brace-receiving 
configuration . 



13. The method of claim 3 wherein said brace- 
receiving configuration in each of said polymeric foamed 
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3 material structures is a non-linear brace -receiving 

4 configuration. 

1 \ 14 . The method of claim 4 wherein said brace- 

2 receiving configuration in each of said polymeric foamed 

3 material! structures is a non-linear brace-receiving 

4 configuration. 

1 \15. The method of claim 11 wherein said brace- 

2 receiving configuration in each of said polymeric foamed 

3 material structures is a non- linear brace-receiving 

4 configuration. 

1 16 A The method of claim 1 additionally comprising 

2 computer operating said plurality of cutters. 

1 17. \The metho/ of claim 3 additionally comprising 

2 computer operating said/pliirality of hot wire cutters. 

1 18 . Tne method of claim 6 additionally comprising 

2 computer operating said \plurali/ty of hot wire cutters. 

1 19. A method\ If or producing a plurality of polymeric 

2 foamed material panels comprising the steps of: 

3 (a) providing a block of polymeric foamed 

4 material; \ 

5 (b) cutting the polymeric foamed material of 

6 step (a) with a plurality of cutters until each cutter 

7 reaches a respective preconf igurat ion cut point; 

8 (c) cutting subsequently with each cutter from 

9 the respective preaonf iguration cut point of each cutter 

10 a respective brace-receiving slot in the polymeric foamed 

11 material; \ 

12 (d) cutting, after said cutting step (c) , the 

13 polymeric foamed material of step (c) with said plurality 

14 of cutters to produce \a plurality of polymeric foamed 

15 material structures having a plurality of brace-receiving 

16 slots; and \ 
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(e) sliding a plurality of brace members into 
the brac^y- receiving slots of the polymeric foamed 
material structures of step (d) to produce a plurality of 
polymeric \foamed material panels, each of said polymeric 
foamed material panels having at least one of said brace 
members . 



1 20. Trie method of claim 19 wherein a portion of 

2 said at least one of said brace members protrudes from each of 

3 said polymeric foWmed material panels. 
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21. The method of claim 19 wherein each of said 
brace members includes brace sides, and said brace sides of 
each of said brace) members are surrounded by polymeric foamed 
material . 

22. The Method o/ cjaim 19 wherein said plurality 
cutters are hot wire! cutte/l 




23 . The method o\f claim/ 19 wherein said plurality 
cutters are laser cutters. 



24 . The -metiodvWf/laim 19 wherein said polymeric 
foamed material is generally stationary. 



1 25. The methdd of claim 22 wherein said polymeric 

2 foamed material is generally stationary. 

1 26. The method\ of claim 19 wherein said brace- 

2 receiving slots in said pdlymeric foamed material panels are 

3 non-linear brace-receivingi slots. 



1 27. The method df claim 22 wherein said brace- 

2 receiving slots in said polymeric foamed material panels are 

3 non-linear brace-receiving slots. 
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1 28. \ The method of claim 25 wherein said brace- 

2 receiving slots in said polymeric foamed material panels are 

3 non-linear brace-receiving slots. 

1 29. \ The method of claim 19 additionally comprising 

2 computer operating said plurality of cutters. 

1 30. The method of claim 22 additionally comprising 

2 computer operating said hot wire cutters. 

1 31. Tne method of claim 28 additionally comprising 

2 computer operating • said hot wire cutters. 

1 32 . The method of claim 19 wherein each of said 

2 brace members comprises a web, a first flange integrally bound 

3 to said web, and a\ second flange integrally bound to said web. 

1 33 . The Vnethod of /Claim 32 wherein said sliding 

2 step (e) further comprises /Sliding said first flange and a 

3 portion of said web pf respective brace members into 

4 respective brace-receiving slotsNof . said polymeric foamed 

5 material structures to produce sajd plurality of polymeric 

6 foamed material panels, each of s4id polymeric foamed material 

7 panels having said secbnc flange and a portion of said web of 

8 at least one of said br^e/lfiembers disposed outside thereof. 



1 34. The method of claim 32 wherein each of said 

2 brace members comprises la web, a first flange integrally bound 

3 to said web, a first flapge return integrally bound to said 

4 first flange, a second flange integrally bound to said web, 

5 and a second flange return integrally bound to said second 

6 flange. \ 

1 35. The method! of claim 34 wherein said sliding 

2 step (e) further comprised sliding said first flange and said 

3 first flange return and a Vportion of said web of respective 

4 brace members into respective brace-receiving slots of said 

5 polymeric foamed material structures to produce said plurality 
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6 of polymeric foamed material panels, each of said polymeric 

7 foamed matebrial panels having said second flange and said 

8 second flange return and a portion of said web of at least one 

9 of said braqe members disposed outside thereof. 

1 36. \ A method for producing a plurality of polymeric 

2 foamed material structures having slots for receiving stud 

3 members comprising the steps of : 

4 \ (a) cutting a polymeric foamed material with a 

5 plurality bf cutters in a first direction; 

6 \b) cutting subsequently in a second direction 

7 the polymeric foamed material of step (a) with the 

8 plurality on cutters until each cutter forms a first 

9 respective slot in the polymeric foamed material; 

10 (c)\ cutting, after said cutting step (b) , in 

11 said first direction the polymeric foamed material of 

12 step (b) with the pluralitv of cutters to produce a 

13 plurality of polymeric foamed material structures having 

14 a plurality of first slots 



1 37. The method 

2 cutting, prior to said\ cuj 

3 material of step (b) w^th 

4 cutter forms a second 

5 material . 



f claim) 36 additionally comprising 
ttling step (c) , the polymeric foamed 
t]he plurality of cutters until each 
ve slot in the polymeric foamed 



1 38. The methok of claim 36 additionally comprising 

2 cutting, prior to said cutting step (c) , the polymeric foamed 

3 material of step (b) with\the plurality of cutters until each 

4 " cutter forms a respective Yrecess in the polymeric . foamed 

5 ' material; and subsequent ly\ cutting , prior to said cutting step 

6 (c) , the polymeric foamed Material with the plurality of 

7 cutters until each cutter fbrms a second respective slot in 

8 the polymeric foamed materikl such that after said cutting 

9 step (c) , a plurality of polymeric foamed material structures 

10 are produced having a plurality of first slots and a plurality 

11 of second slots and a plurality of recesses. 



39. \ The method of claim 38 additionally comprising 
providing a plurality of stud members wherein each of said 
stud members comprises a web, a first flange integrally bound 
to said web, a first flange return integrally bound to said 
first flange, a (second flange integrally bound to said web, 
and a second flapge return integrally bound to said second 
flange . 

40. Tlrle method of claim 39 additionally comprising 
sliding said studl members into said first and second slots and 
into said recesse^ of said polymeric foamed material 
structures . 



41. Thel method of claim 40 wherein after said 
sliding step, said\first flange return and said first flange 
of each of said stun members occupies respectively one of said 
first slots and onelof said recesses of said polymeric foamed 
material structures ,\ 



42. The method 
second flange and said se 
stud members occupies! on 
polymeric foamed material 




im 41 wherein said web, said 
ge return of each of said 
second slots of said 
res . 



43. The methockyof claim 36 wherein said plurality 
of cutters are hot wire cutters. 



44. The method of claim 36 wherein said cutters are 
laser cutters. 

45. The methoi of claim 38 wherein said second 
slots are non-linear slotls. 



46. The methodlof claim 36 wherein said polymeric 
foamed material is generally stationary. 



47. The method of claim 36 additionally comprising 
computer operating said plurality of cutters. 
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1 48. \ The method of claim 43 additionally comprising 

2 computer operating said plurality of hot wire cutter. 
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49. \A method for producing a plurality of polymeric 
foamed material structures having slots for receiving stud 
members comprisling the steps of : 

\(a) cutting a polymeric foamed material with a 
plurality of cutters in a first direction until each of 
said cutters has moved a respective first distance in the 
polymeric foamed material- 
CD!) cutting subsequently with the plurality of 
cutters in a\ second direction the polymeric foamed 
material of atep (a) until each of said cutters has moved 
a respective second distance in the polymeric foamed 
material of snep (a) ; 

(c) \ cutting subsequently with the plurality of 
cutters in saicj first direction the polymeric foamed 
material of steb (b) until each of said cutters has moved 
a respective third dis^^mc^ in the polymeric foamed 
material of step (b) 

(d) cVittii 
cutters in a thilfd djli 
material of step \(c) 
a respective fourt 
material of step Ic) ; 

(e) cuoting subsequently with the plurality of 
cutters in said first direction the polymeric foamed 
material of step (d) until each of said cutters has moved 
a respective fifth jdistance in the polymeric foamed 
material of step {d\ 

(f ) cutting subsequently with the plurality of 
cutters in said second direction the polymeric foamed 
material of step (eMuntil each of said cutters has moved 
a respective sixth distance in the polymeric foamed 
material of step (e) ;1 

(g) cutting subsequently with the plurality of 
cutters in a fourth direction the polymeric foamed 
material of step (f) ilntil each of said cutters has moved 




equently with the plurality of 
n the polymeric foamed 
each of said cutters has moved 
^nce in the polymeric foamed 
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3 6 a respective seventh distance in the polymeric foamed 

37 material of step (f ) ; 

38 \ (h) cutting subsequently with the plurality of 
3 9 cutters in said third direction the polymeric foamed 

40 material \of step (g) until each of said cutters has moved 

41 a respective eighth distance in the polymeric foamed 

42 material of step (g) ; 

43 \(i) cutting subsequently with the plurality of 

44 cutters in\ said fourth direction the polymeric foamed 

45 material of step (h) until each of said cutters has moved 

46 a respective ninth distance in the polymeric foamed 

47 material of \step (h) ; 

48 (j\) cutting subsequently with the plurality of 

49 cutters in said second direction the polymeric foamed 

50 material of dtep (i) uiitil each of said cutters has moved 

51 a respective tenth dlstaAce in the polymeric foamed 

52 material of stiep (i:) ; / 

53 (k) \ cut/ting < *subsequently with the plurality of 

54 cutters in said firnt direction the polymeric foamed 

55 material of step (n ) until each of said cutters has moved 

56 a respective eleventh distance in the polymeric foamed 

57 material of stepWj^>/ 

58 (1) cutting subsequently with the plurality of 

59 cutters in said third direction the polymeric foamed 

60 material of step \k) until each of said cutters has moved 

61 a respective twelfth distance in the polymeric foamed 

62 material of step (A) ; and 

63 (m) cutting, after said cutting step (1) , in 

64 said first direction the polymeric foamed material of 

65 step (1) with the plurality of cutters to produce a 

66 plurality of polymeric foamed material structures having 

67 a plurality of slots. \ 

1 50. The method of claim 49 wherein said respective 

2 third distance and said respective eighth distance are 

3 approximately equal . \ 
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1 511. The method of claim 49 wherein said respective 

2 fifth distance and said respective seventh distance are 

3 approximately equal . 

1 52.1 The method of claim 49 wherein said respective 

2 fourth distance is generally less than said respective second 

3 distance. \ 

1 53. \The method of claim 49 wherein said respective 

2 eighth distance; is generally less than said respective tenth 

3 distance. \ 

1 54. The method of claim 49 wherein said third 

2 direction is generally opposite to said second direction. 

1 55. Thfe method of claim 49 wherein said fourth 

2 direction is generally opposite to said first direction. 

1 56. The\ method oy claim 50 wherein said plurality 

2 of cutters are hot Wire caters, each of said hot wire cutters 

3 include a wire diameter withAa generally known diameter 

4 measurement which gdrierally efquals said respective third 

5 distance and said respective eighth distance. 

1 57. The method of claim 56 additionally comprising 

2 computer operating sai^i plurality of hot wire cutters. 

3 58. The method of claim 49 wherein said plurality 

4 of cutters generally move in unison. 

1 59. The method of claim 57 wherein said plurality 

2 of hot wire cutters generally move in unison. 

1 60. A method for producing a plurality of polymeric 

2 foamed material structures comprising the steps of: 

3 (a) cutting a polymeric foamed material with a 

4 plurality of cutters \until each cutter reaches a 

5 respective first cut point; 
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6 \ (b) cutting subsequently with each cutter from 

7 the respective first cut point a respective path in the 

8 polymeric foamed material of step (a) until each cutter 

9 reaches a respective second cut point; 

10 (a) moving each of said plurality of cutters 

11 from said respective second cut point to a respective 

12 off-set posinion in the polymeric foamed material of step 

13 (b) ; \ 

14 (d) \ retracing generally with each cutter said 

15 respective path of each cutter, while each cutter remains 

16 in said respective of f -se^osition of step (c) such that 

17 a respective slot is formed I by each cutter in the 

18 polymeric foameci material of step (c) ; and 

19 (e) cutting the polymeric foamed material of 

20 step (d) with the\ plural ity^Qf cutters until the cutters 

21 have cut through nhe palymeric^f oamed material of step 

22 (d) , producing a plurality of polymeric foamed material 

23 structures having sYots .\ / 

1 61. The method\ ofW3>aim 60 additionally comprising 

2 cutting with said plurality of cutters track chases in the 

3 polymeric foamed material structures of step (e) such that 

4 each of said plurality of polymeric foamed material structures 

5 additionally includes a track chase. 

1 62. The method of alaim 60 wherein said plurality 

2 of cutters is a plurality of hdit wire cutters. 

1 63. The method of claim 61 wherein said plurality 

2 of cutters is a plurality of hot wire cutters. 

1 64. The method of claim\62 additionally comprising 

2 computer operating said hot wire cutters. 

1 65. The method of claim 63 additionally comprising 

2 computer operating said hot wire cuttbrs . 



1 66. \The method of claim 60 wherein said plurality 

2 of cutters is a plurality of laser cutters. 

1 67. A method for producing a plurality of polymeric 

2 foamed material structures having brace-receiving slots 

3 comprising the steps of: 

4 (a\ providing a block of polymeric foamed 

5 material ; and\ 

6 (b) \ moving a plurality of cutters through the 

7 block of polymeric foamed material in a first direction 

8 of travel, whiie interrupting at least one time the 

9 moving of the plurality of cutters in said first 

10 direction of traVel to Prtove phe cutters through the block 

11 of polymeric foamed material/ in at least one direction of 

12 travel which differs (from ssaid first direction of travel, 
HI 13 such that each cuAtezj \produces a respective brace- 

m 14 receiving slot in \ha ftolymerifcs^oamed material, until 

HF 15 said plurality of cutters have moved completely through 

" 16 the block of polymeAic foamed material to produce a 

17 plurality of polymeria fpamed material structures with 

m 18 each structure having\ at 1 least one brace-receiving slot. 

1 68. A method f orYproducing a plurality of polymeric 

2 foamed material structures hkving brace-receiving slots 

3 comprising the steps of: \ 

4 (a) providing r block of polymeric foamed 

5 material in a generally stationary position; 

6 (b) moving a plurality of cutters through the 

7 generally stationary block &f polymeric foamed material 

8 of step (a) in a first direction of travel; 

9 (c) interrupting tne movement of the plurality 

10 of cutters from said first direction of travel through 

11 the generally stationary blocks\of polymeric foamed 

12 ■ material to move the cutters in at least one direction of 

13 travel which differs from said first direction of travel 

14 such that each cutter produces a respective brace- 

15 receiving slot in the polymeric foaVed material; and 
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(d) continuing said moving step (b) of said 
plurality of cutters in said first direction of travel, 
while intermittently interrupting the movement of the 
plurality \of cutters from said first direction of travel 
to move the cutters in at least one direction of travel 
which differs from said first direction of travel such 
that each cutter produces at least one additional 
respective brace-receiving slot in the polymeric foamed 
material, until said plurality of cutters have moved 
completely through the generally stationary block of 
polymeric foamed material after which a plurality of 
polymeric foamed material structures are produced with 
each polymeric\ foamed material structure having a 
plurality of brace-j?eceiv]\ng slots 
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6 9 . A meth 
foamed material panel 
* (a) cu 
first direction wij 
moving in unison; 

(b) \utt\i_nc£ 
material of step (a 
plurality of cutters\ge 

(c) cutti 



for producing a plurality of polymeric 
comprising the steps of: 

polymeric foamed material in a 
ality of cutters generally 



h a pli 



ubsequently the polymeric foamed 
in a second direction with said 
nerally moving in unison; 
after said cutting step (b) , the 



polymeric foamed material of step (b) in said first 
direction with said plurality of cutters generally moving 
in unison; 

(d) cutting, after said cutting step (c) , the 
polymeric foamed material of step (c) in a third 
direction with said plura]\ity of cutters generally moving 
in unison wherein said third, direction is generally 
opposite to said second direction; 

(e) cutting, after said cutting step (d) , the 
polymeric foamed material of fetep (d) in said first 
direction with said plurality of cutters generally moving 
in unison until said cutters haWe cut through the 
polymeric foamed material of st^p (d) to produce a 
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23 plurality of polymeric foamed material structures having 

24 brace-receiving configurations; and 

2 5 \ (f) sliding brace members into the brace- 

26 receiving configurations of said polymeric foamed 

27 material\ structures of step (e) to produce a plurality of 
2 8 polymeries foamed material panels with each polymeric 

2 9 foamed material panel having one of said brace members. 

1 70. A\ method for producing a polymeric foamed 

2 material structure having a slot comprising the steps of: 

3 (a\ cutting with a cutter a polymeric foamed 

4 material untiu. reaching a preslot cut point; 

5 (b) \ cutting subsequently a first path in the 
O g polymeric foarnied material with the cutter from the 

J2 7 preslot cut point unt il^^aching a first cut point; 

W 3 (c) moving/the cutter in the polymeric foamed 

Tp 9 material of step (b)/ a predetermined distance from the 

=P 10 first cut point to a second cut point; and 

^ ii (d) cutting subsequently from the second cut 

M= 12 point a second pakh in the polymeric foamed material of 

!Z 13 ' step (c) with the/cutter until the cutter reaches a 

yj 14 postslot cut point \tCN produce a polymeric foamed material 

^3 15 structure having a Osirrtr; 

1 71. The method\of claim 70 wherein said slot of 

2 step (d) has a width equaA to about twice said predetermined 

3 distance of step (c) . \ 

1 72 . The method of claim 70 wherein said cutter is a 

2 hot wire cutter having a wirfe diameter with a generally known 

3 diameter measurement, and sard slot of step (d) has a width 

4 equal to about twice the generally known diameter measurement 

5 of the wire diameter. \ 

1 73. The method of ciaim 72 additionally comprising 

2 computer operating said hot wire cutter. 
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1 74 . \ The method of claim 70 additionally comprising 

2 sliding a studVnember into said slot of step (d) . 

1 75. Tme method of claim 73 additionally comprising 

2 sliding a stud member into said slot of step (d) . 

1 76. A rrtethod for producing at least one polymeric 

2 foamed material structure having at least one slot comprising 

3 the steps of : \ 

4 (a) providing at least one cutter; 

5 (b) ' putting with the cutter of step (a) a 

6 polymeric foamedA material until the cutter reaches at 

7 least one respective preslot cut point; 

8 (c) cutting subsequently with cutter from the 

9 respective preslot cut point of step (b) at least one 

10 respective path in\ the polymeric foamed material of step 

11 (b) until the cuttar reaches atSLeast one first cut 

12 point; \ / I 

13 (d) formitog witm the cutter in the polymeric 

14 foamed material of step (jc) at /east one respective off- 

15 set path communication with th^respective path of step 

16 (c) to form at least one slot within the polymeric foamed 

17 material of step (c) ; lanfl J 

18 (e) cutting! sU^sequ^cly the polymeric foamed 

19 material of step (d) wi^h—fefre cutter until the cutter has 
2 0 cut through the polymeric foamed material of step (d) , 

21 producing at least one Aolymeric foamed structure having 

22 at least one slot. \ 

1 77. The method of claim 76 wherein said at least 

2 one respective path has at lea at one respective path length, 

3 and said at least one respective off-set path communicates 

4 with the at least one respective path along the at least one 

5 respective path length of the at\ least one respective path, 

6 such that the at least one respective path and the least one 

7 respective off-set path together torm the at least one slot 

8 within the polymeric foamed material of step (c) . 
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1 71B . The method of claim 76 wherein said at least 

2 one cutter comprises a plurality of hot wire cutters cutting a 

3 plurality of Respective paths in the polymeric foamed material 

4 of step (b) and forming a plurality of respective off-set 

5 paths in the pdlymeric foamed material of step (c) , such that 

6 the plurality on respective paths and the plurality of 

7 respective off-seY paths together form a plurality of 

8 respective slots iri the polymeric foamed material of step (c) , 

9 and such that, afteXsaid cut^i^^tep (e) with the plurality 

10 of hot wire cutters, \ plurkpi^y of polymeric foamed 

11 structures are produced, having a^jlura^ity of slots. 
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79. The methodN 
sliding a plurality of stt 
slots . 



m 78 additionally comprising 
Ambers into the plurality of 



80. The method of dslaim 79 additionally comprising 
computer-operating said plurality of hot wire cutters. 



